
This listing ofclaiiiis will replace all prior \ crsions. and listings, ofclaiins in the application: 
Listing of claims: 

1. - 10. (Canceled) 

1 1. (Currenlly Amended) A process for producing a thin slab ha\ing broad 
faces w ith a predetermined com e\it\' in a continuous casting installation, in w hich an immersion 
no//le protrudes into a mold composed of broad and narrow faces follow ed by a strand guiding 
means for guiding the slab which comprises a strand shell surrounding a liquid sump, said 
process comprising the steps of: 

a) forming broad faces of the strand shell to have planar surfaces in a region 
of the immersion no//lc using central parts of the mold broad face , w herein w idths of the planar 
surfaces extend in parallel directions and lengths of the planar surfaces taper conicallv toward a 
slab uuidinu direction l inear central rollers, and simultaneou s ly he parallel with re s pect to their 
contour lines ; 

b) out s ide a shadow region of the immersion no//le. shaping said broad faces 
of the strand shell w ith planar side surfaces of the mold broad face of linear side rollers that taper 
conicalK' tow ard the narrow faces, m w hich the side sin'faces of the mold broad face rollers are at 
an angle to the l inear central parts roll ers, a plurality of the rollers being arranged in a plane 
perpendicular to a How direction through the niold ; 

c) in a strand casting direction, feeding parts of the slab broad faces shaped 
w ith planar surfaces conically to each other up to 40 to 60 of the mold length to such a degree 
that lateral edges of the faces adapt themseh es to ends of the planar side surfaces fKtm of the 




slab broad faces lapcring conicall\' w itli respect lo narrow faces of the slab, wherein tbe mold 
includes i 

fcH j oinini! lapered connecling pieces joined w ith the central parts of the slab 

broad laces with re s p e ctiv e planar s urface edge parts and side parts of the broad faces , and 
wherein the central part extends past sides outside th e s hadow region of the ininiersion no//le: 
and 

e)dj subsequentl>', in a mouth region at a slab exit end of the mold and after 
leax'ing the mold, maintaining con\ exity formed by in each case three planar surface parts of the 
broad faces of the strand shell constant in its form as far as a low est point of a liquid crater of the 
slab usinu a plurality of rollers arranged in a plane perpendicular to a How direction through the 
mold, the plurality of rollers including linear split rollers includinu linear central rollers and 
linear side rollers arranued so that axes of the central rollers and the side rollers are at an angle to 
one another . 

12. (Prexiously Amended) A process as defined in claim IK including 
reducing slab thickness in a region of a strand guiding framew ork by only deforming the narrow 
faces of the slab. 

13. (PrexiousK' Amended) A process as defined in claim 11, wherein the 
tapered connecting pieces between the central part of the slab, located in the region of the 
immersion nozzle, and the slab broad-face parts tapering conicalK' toward tbe narrow faces are 
gi\'en a ibrni w hich encK^ses an angle (/ < 5 iii a longitudinal direction of the central parts of the 
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slab and represents a crowned surlace which, ha\ing a central point of inllection, adjoins 
langentiall\ at its edges to two neighboring surfaces. 

14. {(^irrently Amended) A continuous casting installation for producing a 
thin slab, comprising: 

a laterally adjustable mold, the mold ha\ ing broad side parts, narrow side parts, a 
lat*ge crowned cross-section on a charging side and a cross-section, opposite the crowned cross- 
section, on a strand outlet side which is smaller than the ci*owned cross-section and identically 
crow ned in a central region; 

an immersion nozzle that protrudes into the mold, the immersion noz/le hax ing a 
mouth w ith a maximum thickness (d) corresponding to d ^ 0.3 to 0.5 x Di , w here D\ is a 
distance between the mold broad -feee side parts in a charging region, the broad s ide broad side 
parts of the mold ha\ ing. at least in a region of the immersion nozzle^ central parts comprisini^ 
planar surfaces which ha\c w idths extending in parallel directions and taper conically in a slab 
directioiL which are arranged parallel t o one another according to their contour line s , the broad 
side parts being formed, at lea s t in an adju s ting region of the narrow side part s , a s and planar 
side surfaces, the planar side surfaces being movably arranged so that they move taper conically 
toward each other in a direction of the narrow side narrow side pai1s. the central part being 
connected to the planar surface plaiiar side surfaces b\' transitional parts, the transitional parts 
tapering tow ard each other and ha\ ing a tip that ends at a distance (a), measured from an upper 
edge of the mold, w ith a 0.5 to O.S x L, w here I. the length of the mold; and 

a plurality of supporting and guiding rollers which follow the mold and ha\ e a 
caliber a dapt e d to for recei\ iim an emerging crow ned strand, the supporting and guiding rollers 



ha\ ing a coiilour w hich corresponds lo ihc central part and the side parts of the mold broad face s 
side parts in a region of a mouth at strand exit end of the mold, the supporting and guiding rollers 
including linear split rollers, the split rollers each haxing a linear surface in a plane tangent to a 
circumference of the roller, the split rollers including central rollers and side rollers arranged so 
that axes of the central rollers and the side rollers are at an angle to one another whereby the 
caliber is formed b\- a plin^ality of the rollers lying in a plane perpendicular to a How direction 
through the mold. 

15. (Prex'iously Added) A continuous casting installation as defmed in claim 
14, wherein the central parts are planar surfaces which mo\'c conically toward each other in a 
strand conveying direction at an angle a 5 lo 10 with a =^ 0.5 to 0.8 \ I.. 

16. (Currently Amended) A continuous casting installation as defmed in claim 
14, wherein the central parts are shaped w ith planar surfaces in the region of the immersion 
no/./le up lo a = 0.5 to 0.8 x L and are arranged so as to be disposed parallel to one another, the 
mold further ha\'ing connecting parts w ith contour lines, the connecting parts being parallel with 
respect to their contours lines and ha\'ing^ in a strand con\'cying direction, and S-shapcd form 
w ith ends that re s pectively g o over tangentially into a preceding and follow i ng part of the central 
part, the transitional parts being adapted to follow inu the S-shaped form of the connecting part in 
their longitudinal extent up to the tip. 

1 7. (CurrentK Amended) A continuous casting installation as defmed in claim 
14, wherein the transitional parts are shaped as a crowned surface, the crowned surface 



-6- 




langcnlialK' adjoining al one end, a rcspccti\c slab side part and al the other end, the slab central 
part and ha\ ing a central point of inllection. 

18. (Pre\ ioLisl>' Amended) A continuous casting installation as dellned in 
claim 14. w herein the split rollers ha\ ing bearings pro\ ided in a region of the central part. 

19. (Previously Added) A continuous casting installation as defined in claim 
14, and further comprising rollers which are designed cylindrically in a central region and 
conicalK' in side regions, with a diameter which enlarges outwardly so as to correspond to 
shaping of the slab. 

20. (Prexiousl)' Added) A continuous casting installation as dellned in claim 
14, and further comprising means for cooling the transitional parts. 
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